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JC 
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Rev# 
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initiai or N/A 
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95951 
0 
Basket Body Fabrication 
JC 
Non-Conformance Report Required 
N/A 


95912 
1 
Lid Fabrication 
JC 
Service Difficulty Report Required 
N/A 


95964 
0 
Forward Attach Hoop 
JC 


95926 
1 
Aft Attach Hoop 
JC 
Billing 
Initiai or N/A 


95925 
1 
Forward Attach Hoop 
JC 
Local (Aero Design) 
JC 


94520 
0 
Hoop 
JC 
Research and Development 
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84262 
2 
Basket Handle Provisions 
JC 
Third Party 
N/A 


84263 
0 
Lid Handle Provisions 
JC 
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Work Order; ZoiL^H 


Date Qpened: 


Material Tracking Sheet 


Bell 429 - Post 81 
Hoops Fabrication 


1 of2 
PC 2. 
V(-/ 


Ass'y Step 


Step 1 


Step 1 


Step 2 


Step 3 


Step 1 


Step 2 


Step 3 


Qty 


A 


A/R 


z 


A/R 


Détail 
Drawing 


84262 


Part Number 
Description 
Material 
PO/WO 


94520-01 
Hoop - standard 
4130 Steel, 14" x 0.035 Sqr. Tube 
/C(97a 


94520-01 
Hoop - with handie provisions 4130 Steel, 
x 0.035 Sqr. Tube 
l'6 


Welding 


84272-01 
Bustiing 
4130 Steel, 5/16" x 0.058 Rnd. Tube 
/S-fZ-V- 


Welding Rod 
ER70S-2 
tH003- 


Inspection 
None 


95964-01- 0^ 
Hoop - attachment (forward) (-01 RH, -02 LH) 


Fabrication 


1/2" Tube-hoop 
4130 Steel, VP' x 0.035 Sqr. Tube 


Welding 


95925-02 
Lug 
1018 Steel, 5/8" Rod 


95925-03 
Lug 
1018 Steel, 5/8" Rod 
I 
Welding Rod 
ER70S-2 
HOOS 


Inspection and Finishing 
None 


Work Order:_ 


« 


Date Opened: 


Material Tracking Sheet 


Bell 429 - Post 81 
Hoops Fabrication 


2of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
POI\NO 


3L 
95926-01 
Hoop - attachment (aft) 


Step 1 
1/2 Hoop Fabrication -1/2" hoop 


. 1 
— 
1/2" Tube - hoop 
4130 Steel, V/' x 0.035 Sqr. Tube 


Step 2 
Machining 
None 


Step 3 
1/2 Hoop Fabrication - 1" hoop 


. 1 
— 
1" tube - hoop 
4130 Steel, 1" x 0.065 Sqr. Tube 


Step 4 
Machining 
None 


Step 5 
Joint Préparation 
None 


Welding 


Step 6 
. 1 
95926-04 
Lug 
1018 Mild Steel, 5/8" Dia. 


. 1 
95926-05 
Lug 
1018 Mild Steel, 5/8" Dia. 


Step 7 
. 2 
84262 
84272-01 
Bushing 
4130 Steel, 5/16" x 0.058 Rnd. Tube 


Step 8 
. 1 
76423-04 
Cap 
1018 Mild Steel, 0.050" Sheet 
JfyOS'S- 


, A/R 
~ 
Welding Rod 
ER70S-2 
IHOOS 


Step 9 
Finishing and Inspection 
None 
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Remarks 
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CARGO BASKET LID FABRICATION - COMMON 
^ 2^0/ ù 


General 


These instructions apply to al! cargo basket iid assemblies. Refer to the foilowing drawings, at the current 


revision, for dimensions and détails: 


Bell 206L/407 - 
Right side only 
69812, Revision 3-Standard Low Mounted Basket; Extra-Wide Low Mounted Basket 
94612, Revision 0- Extra-Wide Low Mounted Ski Basket 
76612, Revision 0 - 
High Mounted Ski Basket 


Eurocopter AS350/AS355 - 
left or right 
77612, Revision 1 - 
Short Basket 
69812, Revision 3 - Médium Basket (left and right) 
78412, Revision 2 - 
Long Basket 
94012, Revision 0- 
Extra Large (ski) Basket 


Robinson R44 - 
left or right 
90612, Revision 0 - 
Standard Basket (left or right) 


Bell 206B - 
right side only 
80212, Revision 0 - 
Short Basket 
80312, Revision 0 - Médium Basket 
81112, Revision 0 - 
Long Basket 


Bell 429 - 
right or left 
95912, Revision 0-Standard Basket 


Bell Médium - 
left or right 
75112, Revision 0-Standard Basket 
95512, Revision 0 - 
Extra Large (ski) Basket 


MD600 
82812, Revision 0-Standard Basket 


Options 
70405, Revision 3 - 
Walkway 
70402, Revision 1 - 
Lid Door 
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CARGO BASKET LID FABRICATION 
Complété 
— 
(initial or SCA #) 
Work Order: 
^ 


Date Open; 5^ 
^/, 2 
0/f7 
H) 
^ 


73-04 
1. Rim Assembly-Basket Lid 
QJ 
07 


a. Cut and fit Y*" x 0.035 material to fit rim jig, 45 degree ends. 


i. 1 or 2 lid prop bushing holes in short tube - 
refer to drawing 


b. Record material PO on attached material list. 
G. Remove writing on tubes with acetone and scotch bright. 
^*0 
^0 
73-04 
73-04 
2. Weld Rim Assembly 
06 
06 


a. Record welding rod PO on attached material list. 
, 
, 
73-04 
73-04 
3. Inspection 
^ 
05 


a. Rim for complété welds 
psO 


73-04 
73-04 
4. Frame assembly-Lid 
OS 
05 


a. General 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 
allow venting of weld gasses through existing holes (i.e. lid prop bushing) 


b. Insert rim from step 2 into jig. 


c. Cut and fit 
x 0.035 material, 21" long, for lid cross members. 


d. Record material PO on attached material list. 


e. Remove writing on tubes with acetone and scotch bright. 


f. 
Drill vent holes into rim to vent cross members into rim. 


g. Locate cross members in lid rim. Refer to drawing for spacing of cross members. Clamp cross 
members with C-clamps to Jig. 
PsO 
PO 
73-04 
73-04 
5. Frame assembly - 
Lid with optional walkway modification 
05 
05 


a. Fit cross members to rim in accordance with step 4. 
b. Attach walkway jig with C-clamps. Ensure correct orientation of rim, refer to drawing. 


c. Cut Yi" X 0.035 material for walkway stringers to fit between lid cross members. Record 


material PO on attached material list. 
d. Drill vent holes into cross members at walkway stingers. 
e. Align walkway stringers on walkway jig using cleco clamps near both ends of each stringer, and 
clamp stringer to jig using a C-clamp in the centre. 
pO 
PsO 
73-04 
73-04 
6. Weld frame assembly. 
05 
Qfi 


a. Record welding rod PO on attached material list. 
b. Jigs must remain in place for as long as practical during welding. 
pO 


73-04 
73-04 
7. Inspection 
^ 
05 


a. Frame assembly for complété welds. 
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CARGO BASKET LID FABRICATION 
Complété 
j 
(initial or SCA#) 
8. Mesh assembly. 
A/ " 
A 
Note: 95912 (Bell 429) does net have mesh. Skip to step 10. 


a. Pull sheet of expanded mesh from stock. Record material PO on attached material list. 


b. Cut mesh to size for lid. 


c. Remove surface rust with scotch-brite. 


d. Ensure lid is prepared for mesh on the correct side. 


9. Weld mesh to frame assembly per drawing. 


a. General welding requirements for ail lids: 


i. Every intersection on ail edges. 


ii. First 5 intersections along cross members, then every second intersection. 


b. MIG weld both short sides. 


c. Clamp lid over spacer at centre of lid to pre-tension mesh. 


i. 
for lids under 76" 


ii. 1" (check) for lids over 76" 


d. Weld remainder of mesh as indicated in a. 
e. Record welding rod PO on attached material list. 
^ 
73-04 
10. Weld lid components. 
05 


a. Handie brackets, locate in accordance with drawing. 


i. Standard location: %" outside of last cross member on both ends. 


ii. Record handie bracket WO and welding rod PO on attached material list. 


b. Lid prop bushing(s). 


i. one or two in accordance with drawing. 


ii. Record lip prop bushing WO and welding rod PO on attached material list. 


c. Placard bracket. - 
not installed on 95912 (Bell 429) 


i. Locate on cross member to set bracket in centre bay of lid. 


ii. Record placard bracket WO and welding rod PO on attached material iRr 
^ 
73-04 
11. Clean up 
^ 
CH 


a. Grind high spots off mesh welds. 


b. Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. 


c. Straighten lid using frame attached under welding table. Work carefully, avoid excessive force 


to prevent kinking rim tubes. 


d. Drill #9 through lid prop bushing(s). De-burr hole(s). 


e. Drill for lid bumpers using 1/4" (#3) centre drill. 


i. 3 places for lids under 76" 


ii. 4 places for lids over 76" 


f. Remove surface rust with scotch-brite pad. 


12. Final Inspection 
To be completed by a différent person than the previous steps. 
0^ 


a. Basket lid assembly for complété welds, and required minimum mesh weld locations. 


b. Material lists complété. 


c. Overall condition and conformity to drawing(s). 
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CARGO BASKET LID FABRICATION 
Complété 


(initial or SCA #) 
13. Powder Coating 
a. Parts are to be powder coated white in accordance with commercial practices.73'^ 
73-04 
b. Record powder coating PO. 
0^ 
02 


c. Inspect powder coating on receiving. 
d. Tag lid assembly and place into stock in préparation for assembly. 
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I2H / ^/h 


S^pi. '2-O/b 
CARGO BASKET BODY FABRICATION - COMMON 
' 


General 


These instructions apply to ail cargo basket body assemblies. Refer to the foliowing drawings, at the current 


revision, for dimensions and détails: 


Bell 206L/407 - 
Right side only 
69811, Revision 3 - 
Standard Low Mounted Basket 


94511, Revision 0- 
Extra-Wide Low Mounted Basket 
94611, Revision 0- 
Extra-Wide Low Mounted Ski Basket 
76611, Revision 0 - 
High Mounted Ski Basket 


Options 
70404, Revision 2 - 
Front end cutout - 
698 
70411, Revision 0 - 
Front end cutout - 
945/946 


Eurocopter AS350/AS355 - 
left or right 


77611, Revision 1-Short Basket 
76411, Revision 3 - Médium Basket {left or right) 
78411, Revision 2 - 
Long Basket 
94011, Revision 0 - 
Extra Large (ski) Basket 
Options 
70406, Revision 2 - 
Front end cutout - 
764/776/784/940 


Robinson R44 - 
left or right 
90611, Revision 0-Standard Basket (left or right) 


Bell 206B - 
right side only 
80211, Revision 0-Short Basket 


80311, Revision 0 - 
Médium Basket 
81111, Revision 0 - 
Long Basket 


Options 
70406, Revision 2 - 
Front end cutout - 
802/803/811 


Bell 429 - 
right or left 


95911, Revision 0-Standard Basket 


Bell Médium - 
left or right 
75111, Revision 0-Standard Basket 
95511, Revision 0 - 
Extra Large (ski) Basket 


Options 
70407, Revision 1 - 
Front end cutout - 
751 
704, Revision - 
Front end cutout - 
955 


MD600 
82811, Revision 0 - 
Standard Basket 


Options - 
Applicable to ail models 
70403, Revision 5 - 
Auxiliary Latch 
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CARGO BASKET BODY FABRICATION - COMMON 


Work Order: ^ 
C?/ & ^ /,3 V 


Complété 


(initial or SCA #) 


Date Open: 
(y 
iQbm 
an 
-0^ 


1. Rim Assembly - 
Basket Body 


a. Cut and fit %" x 0.035 material to fit rim jig. 


i. 1 or 2 lid prop bushing holes in short tube - 
refer to drawing 


Record material PO on attached material list. 
Remove writing on tubes with acetone and scotch bright. 
For extra large baskets - 
drill #30 (0.129) vent holes to vent stringer tubes into rims. 
94611 (206L/407XL ski) on/y - 
drill for 4 threaded bushings before assembling^j^. 


b. 


c. 


d. 


e. 


Weld Rim Assembly. 


a. Record welding rod PO on attached material list. 


b. 94611 (206L/407XL ski) on/y-weld 4 threaded bushings into inboard rim tube.p^ 


Inspection 


a. Rim for complété welds 


73-04 
0^ 


4. 


AO 
73-04 
05 
Frame assembly - 
body 


a. General 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 


73-04 
-05- 


H) 
73-04 
_0Ê_ 
AO 
73^)4 
_05_ 


b. 


c. 


d. 


e. 


f. 


g- 


h. 


allow venting of weld gasses through existing holes (i.e. lid prop bushing, hoops, etc.) 


Grind corner welds from step 2 on rim to allow hoops to sit flat. 


Pull required hoops from stock - standard, attachment, handie. 


i. If hoops are not in stock see detailed procédure sheet for spécifie hoop fabrication. 


ii. Ensure vent hole is located at centre of tube to vent spine tubes. 
Assemble hoops with attachment lug locating jig and hoop spacing jig. 


i. Ensure correct order and orientation of hoops. Refer to drawing. 


1. Attachment lugs are on inboard side. 


2. Flandie bracket bushings are on outboard side, second hoop from both ends. 
May be on attachment hoops. 


ii. Run 3/8-24 tap into attachment lugs to ensure clear threads. 


iii. Boit attachment lug locating jig to attachment hoops with 3/8-24 bolts. 


iv. Attach inboard and outboard hoop spacing jigs to ail hoops using 1" C-clamps. Raise jigs 
approximately 2" off table to allow room to weld around hoops. 


V. Attach bottom (spine) jig to ail hoops using 1" C-clamps along the centre line of the 


basket. Ensure jig is straight prior to tightening ail clamps. 
Cut J4" X 0.035 material to fit spine jig. 
Cut Vi" X 0.035 material for strut to fit from lower inboard attachment to upper outboard rim. 


i. Refer to applicable drawing for position, not required on some baskets. 


Option: Cut Vr x 0.035 material for front end cutout. Record material PO on attached material 


list. 
90611 (R44) only: Cut Yi" x 0.035 material to fit front end structure. Record material PO on 


attached material list. 


Drill vent holes into attachment hoop and/or rim to vent strut(s) and front end cutout. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial orSCA #) 


j. 
Record hoop WOs and material POs on attached material list. 
k. Remove writing on tubes with acetone and scotch bright. 


I. 
Insert rim assembly into jig and set frame assembly onto rim. Ensure correct orientation of lid 
prop bushings in rim to frame. Bushing hole must be doser to attachment side. 
m. Align hoops to rim in accordance with drawing. General positions: 


i. Extra large baskets 


1. inboard side of hoops (attachment side) aligns to OUTSIDE of rim 
2. outboard side of hoops (handie side) aligns to INSIDE of rim 


3. forward and aft hoops align to INSIDE of rim 


ii. Ail other baskets 
1. inboard side of hoops (attachment side) aligns to INSIDE of rim 
2. outboard side of hoops (handie side) aligns to INSIDE of rim 
3. forward and aft hoops align to INSiDE of rim, except R44 
^ ^ 
73-04 
73-04 
5. TIG weld frame to rim assembly. 
^ ^ 
a. Ensure lug locating jig and hoop locating jigs are in place. Jigs must remain in place for as long 


as practical during welding. 
b. Strut tubes and front end cutout (see step 4.f. and g.) must be welded in place after the hoops 
are welded to the rim. Jig(s) must be in place prior to welding strut tubes. 


c. Robinson R44 (90611) requires fitting and welding of forward end after remainder of basket 
frame is welded. Use jig to support front hoop. 
d. Record welding rod PO on attached material list. 


6. Inspection 


a. Frame assembly for complété welds. 


7. Mesh assembly. 


a. Pull sheet of expanded mesh from stock. Record material PO on attached material list. 


b. Cut mesh to size for body. 


c. Remove surface rust with scotch-brite. 
d. Bend body mesh - 
use table with bend markings on top. Lock wheels on table. 


i. For extra wide baskets only- 
1. Set %" angle along edge of table under mesh sheet. Set 1.5" square tube on top 
of mesh aligned with angle on edge of table. Clamp in place with 6" C-clamps. 
2. Bend upper edge of sheet just past a cell intersection to make a flange 2.5" - 
3.25" wide. Gloser to 2.5" is preferred, full cell intersection on flange side at 
bend is required. 
3. Bend down by hand as far as possible, then use a hammer to flatten the bend 


tight against the angle on the edge of the table. 


ii. Using markings on table, align sheet to indicated edge. 


iii. Using markings on table, align 3" tube to required position and clamp tube in place. 


iv. Bend mesh by hand tightiy over tube along length of tube. 
V. Keeping mesh in place, un-clamp 3" tube, move to other position and clamp tube in 


place. 


vi. Bend mesh by hand tightiy over tube along length of tube. 
e. Install attachment lug jig onto basket frame. 
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N3 
73-04 
06 


H) 
73-04 
06 


PC 
AO 
73-04 
^:04 
—m— -07— 


CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial orSCA #) 


f. Ensure end struts are welded in basket frame if required by the drawing. 


g. Insert mesh into basket. 


i. General 


1. Some cells may interfère with correct positioning, especially at the upper corners 
and around struts. Bend cell(s) in as required, do not eut cells off. 


2. Ideally welds will be located on mesh intersections. Shift mesh if possible to 


minimize welds located off mesh intersections. 


3. Ensure mesh reaches ail edges of basket BEFORE trimming. Regardiess of 


progress in clamping, remove clamps and shift mesh if required. 
4. Ensure cleco clamps are placed from the inside of the basket to allow removal 


during welding. Cleco clamps may be used from the outside during fitting, but 
must be removed prior to welding. 


ii. Extra large baskets only - 
seat corner of mesh with flange into inboard upper corner of 
frame. Use C-clamps on edge of flange as required to maintain tight fit. 


iii. Starting at inboard top edge of basket, clamp mesh to hoop near top rim using cleco 
clamps onto hoops. For regular size baskets, edge of mesh should sit approximately half 
way up rim tube. 


iv. Working down the inboard side, clamp mesh to hoops with cleco clamps. Clamp down 


into radius of hoop and continue clamping as required to maintain tight fit in corner of 
hoop. After the corners are tight, two clamps just onto the radius on both ends should 
be sufficient to hold the corner tight, remove ail extra clamps. 


V. Clamp mesh to spine in at least 1 place per section. 


vi. Working up the outboard side, clamp the mesh into the radius of hoop and continue 


clamping as required to maintain tight fit in corner of hoop. After the corners are tight, 
2 clamps just onto the radius on both ends should be sufficient to hold the corner tight, 
remove ail extra clamps. 


vil. Trim upper outboard edge of mesh if required, edge of mesh must be low enough on 


rim tube to prevent the weld from protruding above the edge of the rim. Some sheets 
are tapered and may require /a to 1 cell to be removed over some or ail of the length of 


the basket. De-burr eut edges with a sanding dise on a die-grinder. Straighten eut cells 


with duck-bill pliers. Clamp mesh near upper edge to hoops with cleco clamps after 


trimming. 


viii. Trim ends to land on hoops, at mesh intersections if possible. 


h. Cut mesh to fit ends. Record material PO on attached material list. 
Remove surface rust with scotch-brite. 


Ensure mesh is cut at intersections where possible. 
Bend top edge of mesh l/8"-3/16" down at 45 degrees 


iv. Cut for front end cutout if required. 
90611 (R44) only: Cut mesh to fit upper forward end. Record material PO on attached material 


list. 
Remove surface rust with scotch-brite. 
Ensure mesh is cut at intersections where possible. 


iii. Bend top edge of mesh 1/4" down at 60 degrees. 


iv. Fit mesh to front end of basket. 


Page 4 of 6 
30 November 2013 


CARGO BASKET BODY FABRICATION - COMMON 
Complété 
^Jinitial orSCA^ 


8. Weld mesh to frame assembly per drawing. 
a. Ensure lug locatingjig is in place prier towelding. 
I 
«it 


b. General welding requirements for ai! baskets, MIG welding: 


i. Every intersection at top edges. 


ii. Every intersection at ends. 


iii. First 5 intersections down on hoops, then every second intersection. 


iv. Every intersection along spine. 


V. Extra large baskets - 
every intersection along corner. 


vi. Every intersection around ends 


vii. Every intersection along struts (if applicable) 


c. Bend and trim cells bent in to fit mesh as required and weld in position. 
d. Grind high spots off body mesh welds on ends before welding end mesh. 


e. 90611 (R44) only - 
weld lid prop bushing (step 9) into rim BEFORE welding upper mesh on 
forward end of basket assembly. 


f. Record welding rod PO on attached material list. 


hO 
Pù 
mu 
« 
9. Weld basket components 
kaoia 
a. TIG weld lid prop bushing(s), one or two per drawing. 
^ ^ 


i. Record welding rod PO on attached material list. 


ii. Record lip prop bushing WO on attached material list. 


b. TIG weld caps to close top of 1" hoops as applicable. 


c. 94611 (Bell206L/407 XL ski) only: eut rim over cross tube gap. 


i. Cut inboard rim on aft end. Grind flush with hoops. 


ii. TIG weld caps on open tubes. 


iii. Record cap material PO on attached material list. 


d. 95911 (Bell 429) only: placard bracket to forward upper corner of basket. 


i. Record welding rod PO on attached material list. 


ii. Record placard bracket WO on attached material list. 
PO 
73-04 
10. Cleanup 
^ 
07 


a. Grind high spots off mesh welds. 


b. Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. Do not tighten in corners of hoops, mesh will be deformed. 


c. Drill #9 through lid prop bushing(s). De-burr hole(s). 


d. Remove surface rust with scotch-brite pad. 
^ 
^ _ 
po 


11. Final Inspection 
^ 
To be completed by a différent person than the previous steps. 


a. Basket body assembly for complété welds, and required minimum mesh weld locations. 


b. Filled vent holes - 
usually on hoops 


c. Overall condition and conformity to drawing(s). 


i. Hoops for height. 


ii. Rim for width and length and alignment. 


iii. Lid prop lugs in correct ends. 


iv. Fore/aft strut in hoop if required by drawing. 


d. Material lists complété. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 
^^itial orSCfel&) 
e. Tag complété basket body assembly in préparation for powder coating. 
73-04 
73-04 
12. Powder Coating 
02 


a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag basket body assembly and place into stock in préparation for assembly. 
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Work Order: 2.oflp- /2^ 


Date Opened:. 


Matériel Tracking Shieet 


Bell 429 - Post 81 
Basket Body Fabrication 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


95951-01- 01 
Basket Body Assembly 
(-01 RH. -02 LH) 


Step 1 
Rim Assembly 


. 2 
- 
3/4" Tube - Long Rim (97") 
4130 Steel, %" x 0.035 Sqr. Tube 
.2 
- 
3/4" Tube - Short Rim (25.5") 
4130 Steel, V* x 0.035 Sqr. Tube 
/ 


. 1 
~ 
3/4" Tube - Long stringer (95.5") 
4130 Steel, Va x 0.035 Sqr. Tube 
.4 
- 
3/4" Tube - Short Rim (2.5") 
4130 Steel, Va x 0.035 Sqr. Tube 
IHOCJ 


Step 2 
Weld Rim Assembly 


. A/R 
- 
Welding Rod 
ER70S-2 TIG Rod 
/^OOS 


Step 3 
Inspection - RIm 
None 


é— 


Step 4 
Frame Assembly 


. 3 
94520-01 
Hoop - standard 
4130 Steel, Vi' x 0.035 Sqr. Tube 
1 


. 1 
84262 
94520-01 
Hoop - with handie provisions 
4130 Steel, V/ x 0.035 Sqr. Tube 
<»x a 
. 1 
95964-01 
Forward Attachment Hoop 
-■ -5e£. ^ 


. 1 
95926-01 
Aft Attachment hoop - with handie provisions 


. 5 
~ 
1/2" Tube - spine 
4130 Steel, V^' x 0.035 Sqr. Tube 


. 1 
~ 
1/2" Tube - strut 
4130 Steel, Y/ x 0.035 Sqr. Tube 
l 


Step 5 
Weld Frame Assembly 


.A/R 
- 
Welding Rod 
ER70S-2 TIG Rod 
/HOO^ 


Step 6 
Inspection - Frame Assembly 
None 


Step 7 
Mesh Assembly 


. 1 
- 
Mesh (Body - 56" x 96") 
3/4-16F Expanded Mild Steel sheet 


. 1 
~ 
Mesh (End - 24.75" x 16.75") 
3/4-16F Expanded Mild Steel sheet 
l(so3S 


O^fhcÂtcj 


WorkOrder: 
l'2-Q 


Date Qpened. 
2'^0 


Material Tracking Sheet 


Bell 429 - Post 81 
Basket Body Fabrication 


2of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


Step 8 
Weld Mesh 


. A/R 
- 
Weiding Rod 
ER70S-6 MIG Wire 
iso 


Step 9 
Weld Basket Components 


Step 9.a. 
. 1 
49215-01 
Spacer (Lid prop) 
304 Stainiess Steel, Vi" Dia. 


.A/R 
~ 
Weiding Rod 
ER308L TIG Rod 
IH02.S' 


Step 9.b. 
. 1 
~ 
Cap 
1018 Miid Steel, 0.032" Sheet 
"2.017 


. A/R 
Weiding Rod 
ER70S-2 TIG Rod 
(HOOS' 


Step 9.d. 
. 1 
36204-10 
Placard Bracket 
1018 Steel, 0.035" Sheet 


. A/R 
- 
Weiding Rod 
ER70S-2 TIG Rod 
I^OOS' 


Step 10 
Clean Up 
None 


Step 11 
Inspection - Final Assembiy 
None 


Step 12 
Powder Coati ng 
//boll 


Work 0xûqx\*2^O/L~ 


Date Opened: 


Matériel Tracking Sheet 


Bell 429 - Post 81 


Lld Fabrication 
i^/h 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


95912-01 
Lid Assembly 


Step 1 
Rim Assembly 


. 2 
- 
3/4" Tube - Long Rim (97.0") 
4130 Steel, y«" x 0.035 Sqr. Tube 
/Toyn 


. 2 
~ 
3/4" Tube - Short Rim (22.5") 
4130 Steel, y«" x 0.035 Sqr. Tube f7 I2.'3/ISOPD 


Step 2 
Weld Rim Assembly 


.AIR 
~ 
Welding Rod 
ER70S-2 TIG Rod 
/hoo^ 


Step 3 
Inspection - Rim 
None 


Step 4 
Frame Assembly 


. 4 
~ 
3/4" Tube - Cross Member (21") 
4130 Steel, %' 
x 0.035 Sqr. Tube 
isoyZL 
Step 5 
. 10 
— 
1/2" Tube - walkway 
4130 Steel, Vy x 0.035 Sqr. Tube 
/SO-7ZL 


Step 6 
Weld Frame Assembly 


.AIR 
- 
Welding Rod 
ER70S-2 TIG Rod 
IHOC'S' 


Step 7 
Inspection - Frame Assembly 
None 


Step 10 
Weld Lid Components 


. 1 
84262 
84262-01 
Upper Handie Bracket Assembly 
2.0lC>-S^ 


. . 4 
36273-01 
Lid Bracket 
321 Stainless, 0.050 Sheet 


. .2 
36275-02 
Support 
304 Stainless, 5/16" Rod 


. A/R 
~ 
Welding Rod 
ER308L TIG Rod 
/H'OS.S' 


. 1 
49216-01 
Spacer (Lid prop) 
304 Stainless, V-î' Die. 
2.0I<T- 
.A/R 
~ 
Welding Rod 
ER308L TIG Rod 


Work Order^i^/^ " 
/2-V 


Date Opened:. 


Material Tracking Sheet 


Bell 429 - Post 81 


Lid Fabrication 


2of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
POA/VO 


Step 11 
Clean Up 


Step 12 
Inspection - Final Assembly 


Step 13 
Powder Coating 
fUê/ 
(Loi S 


r 


Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone; 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 
AMF 73-04 
Nomenclature: 
\ No. of pieces:__ii2 
Manufacturer; Alifn 
V) 
•Part No.: 
^Sériai / Batch No.: 
y> 
: ïJfA- 
TSO: 
Rerrû^ 
TTSN: 
Q) 
U 


,A 
Signature: - 
^ 
Date:MùJ^/^nlM 
Lie. No. / ACA 


yVork Order No. : 2.0iK-l'ii 
ri 
, . . 
P 
Remaining Tasks to be Performed:[A/CA6* 
J 
AOoX 
( 
Qt r^cr 
A\) 
> / 
>. O. 
/ 
— 
- 
^ 
g; 


■ T 
, 
A 
ign ll^d. 
ero Design 


9888 A Malaspina Rd. PoweU RiVçr, BC, VRA 0G3 
U 
Phone: 604-483-2376 Fax: 604-483-2372 Ehitïail: info@aerodesign.ca 
AMF 73-04 V 


V) 
tn 
Q) 
u 
O 


C 


Remarks 


r 
Aero Design Ltd. 
A 
9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone; 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 
AMF 73-04 
Nomenclature: 
ôoî^ï 
No. of places: 
/ 


Manufacturer: Ateti-O 


Part No.: 9Ç9 's l~Oi ' 
Serial/Batch No.: aJSaj 


TTSN: 
aj/A 
TSO: 
Aj/a 
Rem.: 
/u//^ ZZ 
U 
Work Order No.: 
Remaining Tasks to be Performed: 
uP . lM>Peci 
r^i^T 
T- "f 


Signature: m 
L 


O 


Date: 
.2-"? S^T jio/é 
Lie. No. / SCA 
FftOO-- 


orm# 20.E.03 
Rev, 1 24 Aorll 20X4 


Aero Design Ltd. 
A) 
98S8 A Malaspina Rd. Powell River, BC, VBA 0G3 
Phone: 604-483-2376 Fax; 604-483-2372 E-mail: info@aerodesign.ca 
AMF 73-04 


(/) 
Remarks 
f/i 
Qj 
U 
O 


a. 
c 


r 
Aero Design Ltd. 
A 
9888 AMalaspina Rd. Powell River, BC, V8A063 


Phone: 504-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 
AMF 73-04 
Nomenclature: Lir> 
No. of pièces: 
[ 
Manufacturer: 
"BèSiGri 


Part No.: 
I 
^Serial/Batch No.: AIS/^ 
TTSN: 
r^lA- 
JSO:_jJ/A 
Rem.: 
g 
Work Order No.: 
q 
RemainineTasksto be Performed: 
Cùy^T ka 
y 
^k- 
'^9^- 
û. 


Signature: 'Ùl CA L . 
Date: 
Sotio 
Lie. No. / SCA /fpo 5^ 


^Form# 20.E.03 
Rev. 1 24 April 2014 


Aero Design Ltd. 
A) 
9888 A Maiaspina Rd. Powell River, BC, V8A 0G3 
Phone; 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 


AMF 73-04 


(/) 
Remarks 
bO 
Q) 
u 
O 


otsaynew <y o 
I MIW>l5 I 
D«W 


VIEW F 
J^. L 


DETAIL C 


VIEW D 
VIEW 0 


DETAIL B 
@ 
BASKET BOOY ASSEMBLY 
VIEW F 


VIEW A 
VIEW A 


VIEW D 
SMI 1:9 
IMUacW IttMfftM» 


DETWL C 


AERO DESIGN LTD 


VIEW A 
SECTION E-E 


> locno 
ti/r 


BCa 429 - 5/X S7061 * 
SU». 
OUICK RCLEASC CARGO BASKET 
BASKET FABRICATION 
|W M |M ^ 
r AO 95951 0 


M 
ca« 
■ n 


MAMC ctHue waiMiai m mu moi b mrtniài M tOi UBài iIl te Bue< tt m Knoi MKtf. mt «M U MHdUA 
Bi sK oiuMO m m wma, m «ao rat iiwikw «hui k Miwt aMor a km «soi i% tr ican» se mabic rat 
mr M veamt mmr « wu m» «m m 
noi «« lor a imiv t§ im nuss w a* MnMum nwtjMn tnrm 
«V 
DESCRPIKM OF CHMIGE 
NTIALS 
DATE 
0 
MITIAL RELEASE - CRCATED FROU B4612 


1 
TTOE BLOCK UPOATED. WELDM6 NOTES; HANOIE PROV. P/N; BUHPCR HOLCS 
BX 
20/02/2014 


-fl- 


-37.S0- 


X^TTPJC^WACt 


rmou «MxwAY 
10 PLACES 


TRM flRACXET m 
PRW TO BEmNC""^ 


— 1.25 — 


1 
[0 


(L36 
\ 


DETAIL C 


SCAl£ 1 ; 


OBIL 1/2* 
THROUGH ONC SOC (N.Y 
04} 
SPAOR N PIACC 
^ 
' OftLL f9 (ai96*) MtU 
ATTER «ELOnC 


DETAIL A 
± 
n 


DETAIL A 


T 
DETAIL B 
T 
DETAIL 8 


@ BASKET LID ASSEMBLY 


nCHT HAW) ASSOBir SHOW, IfFT HANO CPPOSTIE 


FUIW «IH TOP 


DRU. X (a29X BOTTOU SOC ONLT 
PLACES 
<fHIOX. EOUAL SPAOR 
7 
TmCAL RM 
CRM TOP SURTACCl^ 
TYPICM. 8RACC 
OMI TOP SUFMZ FlUSN 


DETAIL A 
LOOKING AT TOP 


1. REUOVE Aa euRRS ANO BRCAK SHARP EOCCS 


X «CLOINC CP 4130 STCCL TO DE COMPlTrCD BY GTAW MCTHOO 10 AMS 266SC 


41» AND 1018 STCEL «EUNNC ROO SHAa CONFORM TD ER705-2 OR EOUIVALfNT. 


5TAINLCSS AND 4130 STEEL: «CLOWG ROO SHAU CONFORM TO ER308L DR COUVAIENT. 
^INSTAU. ITEU S <UD HANDLE PROVISIONS ASSEUBLlO M ACCORDANCE WTH ACRO DESIGN LTD. ORAMNC 84263 
. TTP 2 PLACES. 
NOTE BRACKET MCOnCATION SHOW M DETAIL C. 
Ks. 1CNT as* TUBES BY ORnUNC 830 HOLE INTO 0.7S' TueCS WCRC IT «LL BE COVERED BY THE OB' TUBE. 


& THOROUGHLV CLE AN ANO P0M1CR COAT BASKET SUB-ASSCUBUES PRIOR TO ASSEMBLY. 


B4263-0I OS LP HANDLE PWOVISWNS ASSEMBLY 
48216-01 04 
SPACEP 
— 03 TUBE 
4130 STEEL COPC. 1 


LH BASKET UD ASSEMBLY 
4130 STEEL CONO. 1 


•01 
01 
RH BASKET UD ASSEMBLY 


as X ft035 SOR. TUBE 


UATERAL SPCC 


a7s X ao3S sqr. tube 


UST OF MATERIALS 


DETAIL B 
LOOKING AT BOTTOM 


JEFF CLARKE 


E. 6URC0IN 
10 NOV 2012 


UNUSS OTHERWSC SPECFCD 
OWENSIONS ARE H INCHES 
TOLERANCES ON: 
OeOMALS 
ANGLES 
X.XXX ±0.010 
±1/2* 
X.XX 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 


06664 HALASPDU BOAD 
POWHi. nVZR. BC. CANADA. VBA OOS 


BELL 429 
OUICK RELEASE CARGO BASKET 
BASKET UD ASSEMBLY 


SHCET 
1 or 1 
Al 
95912 


25.25 


6.75 


RADUS 


SEE NOTE 2 


END HOOP 


LH SHOm RH OPPOSITE 


REV. 
DESCRIPTION OF CHANGE 
INITIALS 
DATE 
0 
CREATED FROM 94522, REV. 0 


1 


1 


DRIU t'Ai (0.4S8) TRIS SIDE 
DRia *T(( (0.188) FAR SIDE 


r 


eux LUC TD ni 
SLOPE OF HOOP 


7.88 


4.88 
DETAIL A 


SCALE 1 : 1 
DETAIL B 


SCALE 1 : 1 


95925-03 
95925-02 
95964-01-02 
95964-01-01 


PART NO. 


03 
02 


01 


01 


ITEM 


LUC 
LUC 
LH FTO ATTACHMENT HOOP 
RH FWD ATTACHMENT HOOP 


DESCRIPTION 


1018 MILD STEEL 
1018 MILD STEEL 
4130 STEEL COND. N 
4130 STEEL COND. N 


MATERIAL 


AISI 1010/1020 
AISI 1010/1020 
MIL-T-6736 
MIL-T-6736 


MATERIAL SPEC 


5/8 ROO 
5/8 ROO 
1/2 X 0.035 SQR. TLI3E 
1/2 X 0.035 SQR. TUBE 


STOCK SIZE 


NOTES 


1. REMOVE ALL BURRS AND BREAK SHARP EDGES. 


2. DRILL #30 (0.129) VENT HOLE IN BOTTOM OF HOOP FOR VENTING OF WELD GASES. 


UST OF MATERIALS 


3. WELDING OF LUCS TO BE COMPLETED BY GTAW METHOD TO AMS2685C. 
WELDING ROD SHALL CONFORM TO ER70S-2 OR EQUIVALENT. 


APPROVALS 


JEFF CLARKE 


JASON REKVE 


DATE 


20 FEB 2014 


UNLESS OTHERMSE SPEOnED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
DEQMALS 
ANGLES 
X.XXX ±0.010 
±1/2' 
X.XX 
±0.03 
X.X 
±0.1 


AEEO DESIGN LTD. 


9888A MALASPINA ROAD 
POTTELL RIVER, BC, CANADA, VBA 0G3 
nu 804A83X37S 


BELL 429 - S/N 57081 & SUB. 
QUICK RELEASE CARGO BASKET 
FORWARD ATTACHMENT HOOP 


SCALE 1 


SHEET 1 OF 1 LGL 95964 
0 


iEîi'it 
1 
liÉrÉiniJlf 


REV. 
DESCRIPTION OF CHANGE 
INITIAIS 
DATE 
0 


1 
TITIE BLOCK UPDATED 
BJC 
20/02/2014 


?(::) 


11.00 


NOTES; 


1. REMOVE ALL BURRS AND SHARP EDGES. 


2. DRILL #30" VENT MOLE IN BOTTOM OF HOOPS FOR VENTING WELD CASES. 


3. WELDING OF LUGS TO BE COMPLETED BY GTAW METHOO TO AMS2685C. 
WELOING ROO SHAU. CONFORM TO ER70S-2 OR EQUIVALENT. 


4.0 RADIUS 


I 25.25 • 


16.75 


GTAW 
CUT LUG TO RT 
SLCPE CF HOOP 


DRILL «T<e (0.436) THS SDE 
DRILL 
(0.188) FAR SIDC 
DETAIL > 


SCALE 1 : 1 
DETAIL B 


SCALE 1 : 1 
@FORWARD HOOP 
95925-03 
95925-02 
95925-01 


0.563 


0.63 
1 


*0.188 - 


M.438 - 


PART NO. 


I TAP DRILL Q (0.332) 
TAP 3/8-24 UNF-2B 
0.50 DEEP MAX 


TAP DRILL 0 
(0.332) 
TAP 3/8-24 UNF-2B 
0.50 DEEP MAX 
02) LUG 
03) LUG 
iinilli 


03 
02 


01 


ITEM 


LUG 
LUG 
FORWARD ATTACHMENT HOOP 


DESCRIPTION 


1018 MILD STEEL 
1018 MILD STEEL 
4130 STEEL COND. N 


MATERIAL 


AISI 1010/10^ 


AISI 1010/1020 
MIL-T-6736 


MATERIAL SPEC 


5/8 ROO 
5/8 ROO 
1/2 X 0.035 SQR. TUBE 


STOCK SIZE 


UST OF MATERIALS 


APPROVALS 


JEFF CLARKE 


E. BURGOIN 


DATE 


12 SEPT 2012 


10 NOV 2012 


UNLESS OTHERWSE SPECIRED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
DEOMALS 
ANGLES 
X.XXX ±0.010 
±1/2' 
X.XX 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 


986SA UALASPIHA ROAD 
PGWKLL RIVER, BC, CANADA. VBA 0G3 
TSL: 004.483.2379 
www.a«rodMdgii.o« 


BELL 429 - S/N 57001 THRU 57080 
QUICK RELEASE CARGO BASKET 
FORWARD ATTACHMENT HOOP 


SCALE 1 : S 


SHEET 1 OF 1 LGL 95925 


• 
I 


M 
M» é «wMlin Ni 
tck> i<b «ë lUM dl «r WWi 
n 
uas FO* WMfACiUM non ne «iTra csNsrr cr «» 
icaai la it warwm w 
dmmb rat 
wu MM asM m 
wMuss non ne ibl « «wl a ms oum n ne iratwKM cormcd faon 


DtSOaPTlON Or CHANGE 
MTIALS 
DATE 


BJC 
tO FEB 201 


24.25 


H/WDLE BRACKET PROVISWNS 
SEC DRAIHNG B4262 


DRLL % 
(a625) THRU 
2 PLACES 


NOIES 


REMO^ ALL 
ANO BREAK SHARP EDGCS. 


OTAW 
m 
2 PLACES 
17 


TYP. 2 PLACES 
TAP DRILL Q (0.332) 
TAP 3/8-24 
UW a75 DEEP 


TAP DRILL Q (a332) 
TAP 3/8-24 
MIN 0.75 DEEP 
2. ORLL #30 VENT MOLE 
3OTT0U OP HOOP rOR VENTMC OT «eLD CASES. 


9. WELDiNC OF 4130 STEEL TO BC COUPLETED BY GTAW MCTHOO TO AMS2685C. 
«GJXNG ROD SHAa CONFORM TO AMS ER70S-2 OR EQUIVALENT 
A MIU SLOT INTO ITEM 2 (1 IN TUBE) AS SHOWN. CONTOR ENO OF ITEM 3 (1/2 IN TUBE) 
*—*T0 MINIMIZE CAP BETYCEN ITEMS. 
1—1.25—1 
@ 
LUG 


(—1.06—1 
@ 
LUG 


•0.63 
•0.63 
^AOJUST SLOT OF ITEM 4 (CAP) TO HT AS REQUIRED 


+0.03 


11.00 


16.75 
@ 
CAP 


GRMO LUG PLUSH 
PRIOR TO «CLOMO 


R4.00 
TYP 


SECTION A-A 


SCALC 1 ; 1 
SECTION B-B 


SCALC 1 : 


DRU. t/i (11429) 
1HRU 


(16.25) 


AERO DESIGN LTD 
ATTACMENT HOOP ASSEMBLY 
MMHU MALASPIIU ROAD 
POVBX RIVER. BC. CANADA. VBA OCS 


1010/1020 
A» 1010/11^ 
1018 MU) SIECL 
S/8 DIA ROO 
UNLESS OTHERaiSE SPECrgO 
Oa^NSlONS ARE M INCHES 
TOLERANCES ON 
DCaWALS 
ANGLES 
X.XXX ±0.010 
±1/2* 
x.>a 
±0.03 
±0.1 


BELL 429 
QUICK RELEASE CARGO BASKET 
ATTACHMENT HOOP FABRICATION 


AS 1010/1020 
s/8 DIA ROO 
Tuee 1/2IN 
U1.-T-S738 


ATTACHMENT HOOP ASSEMBLY 


V 


REV. 
DESCRIPTION OF CHANGE 
INITIAIS 
DATE 
0 


16.75 


4.0 RADIUS 


25.25 


01) HOOP 


NOTES: 


1. REMOVE ALL BURRS AND SHARP EDGES. 
Z ORIIJL 3/32" VENT MOLE IN BOTTOM CF HOOPS FOR VENTNC V«EU) GASES. 


S 
01 


QTY 


94520-01 


PART NO. 


01 


ITEM 


END HOOP 


DESCRIPTION 


4130 STEEL COND. N 


MATERIAL 


MIL-T-6736 


MATERIAL SPEC 


1/2 X 0.035 SQR. TUBE 


STOCK SIZE 


UST OF MATERIALS 


APPROVALS 


JEFF CLARKE 


E. BURGOIN 


DATE 


13 SEPT 2D11 


UNLESS OTHERMSE SPECIRED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
DEQMALS 
ANGLES 
X.XXX ±0.010 
±1/2* 
X.XX 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 
CONSULTING ENGINEERS, TRANSPORT CANADA APPROVALS, DAR 290U 
2013 - 3BTH AVENUE N.E., CALGAKY, ALBERTA. CANADA, T2E 6R7 
(403) £60—8037 
fu: (403) 250-3333 
innr.««n>daslgii.M 


BELL 206L SERIES, 407 
QUICK RELEASE CARGO BASKET 
HOOP 


SCALE 1 : 
5 


SHEET 1 OF 1 LGL 94520 
0 


1HS numc CONTAMS irCMMTION AM DATA «HW S PMmCTMY TO ACM CCSGN LTD. TMS tfiAWC, OR ANY 
THEROF. UAY NQft b£ MMèuCai 
CCnES, m DUmCAIED N ÂIH UAMCR. NOR USCD FCR lUMrACIUWe MINOUT DC WTTEN consent CF fOO KSNN LIL BY ACCEPTM THB OftAWtt fat 
teaOKL IC RCOKNr AGKB TD HQID AEM ECSCN LIL HAMAESS mou IHC use. or HSUSC. or THB DRAW» or HE inRUAlIGN CONTA» heregh 


REV. 
DESCRIPTION OF CHANGE 
INIT1ALS 
DATE 
0 
INITIAL ISSUE - CREATED FROM 36262 
BX 
03/11/2009 
1 
CHANGE LOCATION OF BUSH1N6S 
BX 
29/09/2011 
2 
UPDATED T1TLE BLOCK, MOVE UD PROVISIONS TO 84263 
BX 
14/02/2014 


CARGO BASKET RIM 
(REF) 


FIRST HOOP FROM END - 


i 


0.406 


n oi^+O.OO 
"■ "-0.03 ■ 
TYP 


2.750 


nRST HOOP FROM END 


CO) 


02) 2 PLACES PER HOOP 


^ 1/ 
GTAW 


BOTH SIDES 
GRINO FLUSH AFTER WELDING 
2 PLACES PER HOOP 


DRILL 
(0.313) THRU 
2 PLACES 


(o^ BASKET HANDLE PROVISIONS ASSEMBLY 
^ 
PROVISIONS TO BE INSTALLED IN HOOPS BEFORE ASSEMBLY TO BASKET RIM 


M 
NOTES: 


1. 
REMOVE Ml BURRS AND SHARP EDGES. 


2. WELDING TO BE COMPLETED BY GTAW ME7H0D TO AMS2685C USING 


ROD CONFORMING TO ER70S-2 OR EQUIVALENT. 


4 
84272-01 
02 
BUSHING 
84262-01 
01 
BASKET HANDLE PROV. ASSY 


01 
PART NO. 
ITEM 
DESCRIPTION 


QTY 
LIST OF MATERIALS 


APPROVALS 


JCFF CLARKE 


E. BURGOIN 


DATE 


03 NOV 2009 


UNLESS OTHERWSE SPEaFlED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
DEClUALS 
ANGLES 
XXXX ±0.010 
±1/2' 
X.XX 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 


9e88A ICALASPINA ROAD 
POTELL RIVER. BC. CANADA, V8A 0G3 
TB,: B04.469.837S 
i 


HEUCOPTER CARGO BASKET 
BASKET HANDLE PROVISIONS ASSEMBLY 


SHEET 
1 
OF 1 
A3 
84262 


m 
,MIJilllWAIIIiaigHtll|i|lU]HI»MMIHiaiHt M 
llUWt l« tfV Wlia IIMUIt, MV Wl lit IWIII^ 
cmcoi 0* NPUMO H un wmd). nor usa no iwvaciuwc mour de «moi ooment of «e 
tam iv. tu tartm m 
nuae m 
tBOBa. Ttf Kom 
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DESCRIPTION OF CHANGE 
INITIALS 
DATE 
0 
INITIAL ISSUE - CREATED FROM 84262 REV. 1 
BJC 
14/02/2014 
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FIRST BRACE TUBE FROM END • 
RRST BRACE TUBE FROM END 
@ UD HANDLE PROVISIONS ASSEMBLY 


NOTES: 


1. REMOVE ALL BURRS AND SHARP EDGES. 


2. WELDING TO BE COMPLETED BY GTAW METHOD TO AMS2685C USING 


ROD CONFORMING TO ER308L OR EQUIVALENT. 
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SUPPORT 
UD BRACKET 
HANDLE BRACKET ASSEMBLY 
UD HANDLE PROVISIONS ASSY 


DESCRIPTION 


LIST OF MATERIALS 


APPROVALS 


JEFF aARKE 


I JASON REKVE 


DATE 


14 FEB 2014 


UNLESS OTHERWISE SPEafTEO 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
OECIMALS 
ANGLES 
X.XXX ±0.010 
±1/2" 
X.XX 
±0.03 
X.X 
±0.1 
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Aero Design Ltd. 


9888 A Malaspina Rd. Powell River, BC, V8A 0G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-mail: info@aerodesign.ca 
AMF 73-04 
4 
^ 
. 
-7 
Nomenclature: Hoo'p 
No. of pièces: J- 


Manufacturer: 
- 


Part 
Sériai /Batch No.: 
(/) 
TTSN: f\i/A- 
TSO: N/A 
Rem.: N/A 
Work Order No.: 
— 
Q 
Remaining Tasks to be Performed: 
'O ve 
_ 
^ 


7S M 
Signature: . , 
Date: 
Lic.No./SCA AC- 
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9888 A Malaspina Rd. Powell River, BC, V8A 0G3 
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Aero Design Ltd. 
^ \/ 
9888 A Malaspina Rd. Powell River, BC, V8A 063 
Phone; 604-483-2376 Fax: 604-483-2372 E-mail: info@>aerodesign.ca 


AMF 73-04 
Nomenclature: HccfP 
No. of pièces: 
Manufacturer: 
t-td. 


Part No. 
~0) Sériai / Batch No.: 160 


Remaining Tasks to be Performed: Pro wism/i 5 fb bg 


Signature: XX 
Date.AkrcJn 9\^'^/dOlh 
Lie. No. / SCA AD-<^'? 


Form# 20.E.03 
Rev. 1 24 April 2014 
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